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IWkM] [SUBJECT] 

T.^y ^ttiligo^^lt; Tne increase in efRciency of plastics casting 

£.|g|£ o process is attained. 

{Mfc^m [SOLUTION] 

ffi7ii<DW\MX*Mft}~t : 5 2#c<£> ; e An adhesive tape 2 is wound around the outer 
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circumferential surface of the mould 1 of 2 
sheets opposed at the predetermined space. 

Cavity A is formed between the moulds 1 of 2 
sheets. After that, the elastic body 3 which has 
a rubber like elasticity is attached on the surface 
of an adhesive tape 2. 

After that, an elastic body 3 and the adhesive 
tape 2 are pierced by the nozzle and the 
exhaust tube. 
Their ends are inserted in the inside of cavity 

A. 

After that, An injection of the plastic raw 
material inside a cavity is started from a nozzle. 
If the inside of cavity A is filled with the plastic 
raw material, an injection of the plastic raw 
material from a nozzle will be stopped. 
A nozzle and an exhaust tube are drawn out 
from an elastic body 3 and the adhesive tape 2. 

Then, it transfers at the polymerisation 
process of the plastic raw material which is a 
post process. 
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[CLAIM 1] 

A plastics raw material is injected into the inside 
of a cavity formed among these moulds on the 
tape adhered to the outer circumferential 
surface of several moulds and these moulds 
using the nozzle for a plastics raw material 
injection. 

It is the manufacturing method of the plastics 
casting goods which mould plastics casting 
goods, comprised such that the first step in 
which the outer side of an above-mentioned 
cavity is made to penetrate an above- 
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mentioned tape through the elastic body made 
to adhere to the surface of an above- 
mentioned-under surface tape, and an above- 
mentioned cavity inserts the end of the nozzle 
for an above-mentioned plastics raw material 
injection in the inside, the second step of the 
nozzle for an above-mentioned plastics raw 
material injection to an above-mentioned cavity 
which injects an above-mentioned plastics raw 
material in the inside, the plastics casting 
processing method characterized by including 
the third step which keeps pulling the nozzle for 
an above-mentioned plastics raw material 
injection from an above-mentioned elastic body 
and an above-mentioned tape. 


[CLAIM 2] 

A plastic lens casting method, which is the 
plastic lens casting method of Claim 1, 
comprised such that in an above-mentioned first 
step, an above-mentioned tape is made to 
penetrate through an above-mentioned elastic 
body, and the end of the exhaust tube which 
discharges air inside an above-mentioned 
cavity in the case injecting an above-mentioned 
plastic raw material is inserted in the inside of 
an above-mentioned cavity. 


[CLAIM 3] 

A shaping die, which is the shaping die which 
formed the cavity among these moulds on the 
tape adhered to the outer circumferential 
surface of several moulds and these moulds. 

The elastic body was made the outer side of 
an above-mentioned cavity to adhere to the 
surface of an above-mentioned-under surface 
tape. 


[DETAILED DESCRIPTION OF INVENTION] 
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[TECHNICAL FIELD] 

This invention relates to the plastics casting 
processing method suitable for production of 
the plastics for spectacles. 

[0002] 
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[PRIOR ART] 

Plastic lenss, such as the eyeglass lens from 
which request specifications (frequency, size, 
etc.) differ depending on the customers. As 
the method of being a low cost and 
manufacturing an above in a high quality, the 
cast molding method (it calls the plastic lens 
casting method hereafter) of a plastic lens given 
in the unexamined Japanese patent No. 64- 
2483 gazette shown below is known. 
This plastic lens casting method winds a tape 
around the outer circumferential surface of the 
mould of 2 sheets, and forms a cavity so that 
the space of the mould of 2 sheets to oppose 
may be maintained. After that, an injection pipe 
is inserted in the inside of a cavity. 

When a cavity injects the plastic raw material 
in the inside, it is the method of moulding a 
plastic lens. 

And, as the insertion method of the injection 
tube inside a cavity, the joint of the edge part of 
(1) tape is peeled and an injection hole is 
formed. 

A method to insert the end of an injection tube a 
cavity in the inside from this injection hole (it 
calls the first injection tube insertion method 
hereafter), (2) Thrust the injection needle which 
is an injection tube into a tape, using the tape of 
self- sealing performance as a tape wound 
around the outer circumferential surface of the 
mould of 2 sheets. 

The method (it calls the second injection tube 
insertion method hereafter) to insert the end a 
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cavity in the inside is illustrated. 


[0003] 

Since the mould of 2 sheets is being fixed on 
the tape which has flexibility according to this 
plastic lens casting method, the capacity of a 
cavity changes depending on a contraction of 
the plastics raw material at the time of the 
polymerisation hardening. 

Prevention of peeling with the mould of 2 
sheets and a plastics raw material can be 
attempted. 

Therefore, the surface shape of a mould can 
be transferred satisfactorily. 

Moreover, since the cavity of various space 
can be formed using an identical tape, the every 
new capital investment by which the 
requirement specification of a plastic lens is 
altered is not needed. 

Therefore, job shop type production goods, 
such as the plastic lens for spectacles, can be 
manufactured by the low cost. 


[0 0 0 4] 


[0004] 


[PROBLEM ADDRESSED] 

However, in the above-mentioned conventional 
plastic lens casting method, when the above- 
mentioned first injection tube insertion method 
is used, it is alike and the locating problem of 
exfoliation of a tape edge part and the injection 
tube with respect to an injection hole that it 
takes time and effort is generated 

Moreover, since the tape edge part which 
peeled needs to be bonded again and an 
injection hole needs to be closed after finalizing 
an injection of the plastics raw material inside a 
cavity, it takes time and effort further. 
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And, it is by handling until it closes an 
injection hole. 

A plastics raw material may flow out of an 
injection hole. 


[0005] 

Moreover, the proposal using the tape of self- 
sealing performance as the above-mentioned 
second injection tube insertion method is 
shown. 

However, it carries out what the tape of self- 
sealing performance is specifically what. 

It is completely unknown to implementation- 
ize this. 

Moreover, sensibly, it can also be assumed 
that the tape of this sealing performance of self- 
is a rubber- sheet which has organic solvent- 
resistant property and heat resistance. 

However, such a tape cannot but be very 
expensive. 


[0 0 0 6] 
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[0006] 

Then, this invention aims at realizing efficient 
casting processing of quality plastics casting 
goods by providing concrete means to give self- 
sealing performance to a tape. 
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[SOLUTION OF THE INVENTION] 

This invention is as follows in order to solve an 
above-mentioned subject. It is the 
manufacturing method of the plastic casting 
goods of a cavity which were formed among 
these moulds on the tape adhered to the outer 
circumferential surface of some moulds and 
these moulds and which inject the plastic raw 
material with the nozzle for the plastic raw 
material injection in the inside, and mould the 
plastic casting goods, comprised such that the 
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step in which the outer side of an above- 
mentioned cavity is made to penetrate an 
above-mentioned tape through the elastic body 
made to adhere to the surface of an above- 
mentioned-under surface tape, and an above- 
mentioned cavity inserts the end of the nozzle 
for an above-mentioned plastics raw material 
injection in the inside, the step of the nozzle for 
an above-mentioned plastics raw material 
injection to an above-mentioned cavity which 
injects an above-mentioned plastics raw 
material in the inside, the nozzle for an above- 
mentioned plastic raw material injection An 
above-mentioned elastic body and an above- 
mentioned tape The manufacturing method of 
the plastic casting goods characterized by 
including the step which it keeps pulling from an 
above is provided. 


[0 0 0 8] 
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[0008] 

According to the manufacturing method of these 
plastic casting goods, If it keeps pulling the 
nozzle for the plastic raw material injection, the 
hole which the nozzle for the plastic raw 
material injection opened on the tape is plugged 
that it is natural and up by the elasticity of the 
elastic body adhering to the tape. Therefore, it 
can transfer in a post process quickly, without 
the nozzle for the plastic raw material injection 
applying time and effort to sealing up treatment 
of the hole opened on the tape. 

Therefore, the increase in efficiency of the 
casting process of the part and plastics casting 
goods can be attained. 


[0 0 0 9] 
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[0009] 

Moreover, it does not consider as the state 
where the hole opened on the tape was opened 
wide. Therefore, by the clumsiness of handling, 
the plastic raw material with which it fills with the 
cavity in the inside flows out externally, and 
bends. 

Therefore, the frequency which the poor 
casting by the filling insufficiency of a plastics 
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raw material occurred decreases. 

The plastics casting goods whose quality was 
stable can be obtained. 
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[Embodiment] 

Hereafter, the manufacturing method of the 
plastics casting goods based on one form of 
implementation of this invention is explained, 
referring attached drawing. 

In addition, it is presupposed that the case 
where a plastic lens is moulded using a suitable 
monomer is mentioned to an example as a 
plastics raw material here (for example, 
diethylene glycol bis allyl carbonate etc.). 


[0011] 

First, the cavity which moulds a plastic lens is 
formed according to the procedure shown 
below. 

That is, the positioning device of the common 
knowledge which can adjust the space of the 
holed mould 1 of 2 sheets etc. is used. 

After fixing the mould of 2 sheets in the 
condition that moulding surface 1a of the mould 
1 of 2 sheets has left and opposed only 
predetermined interval t (distance which 
seasoned with the correctioning amount of only 
the part corresponding to the die shrinkage of 
the monomer used for the design value of the 
thickness of a plastic lens as a raw material), an 
adhesive tape is wound around their outer 
circumferential surfaces. 

Space A (that is, cavity) filled with a monomer 
between the moulds of 2 sheets is formed. 


[0012] 

The elastic body 3 which has the thickness 
(from about 1 mm to about 3 mm) made 
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although the suitable area on the surface of an 
adhesive tape 2 (for example, the best surface) 
is made to penetrate the below-mentioned 
nozzle etc. smoothly as shown in Figure 1 when 
a formation of cavity A is finalized according to 
the above procedure is adhered with an 
adhesive. 

Or, as shown in Figure 2, the liquid resin of the 
reaction hardening type is coated to the suitable 
area on the surface of an adhesive tape 2. 

The coat 4 of the suitable film thickness (from 
about 1 mm to about 3 mm) which has a rubber 
like elasticity may be formed. 


[0013] 

In addition, as for the adhesive tape 2 used 
here, it is preferable to form with a material 
(PET), for example, polyethylene telephthalate 
etc., excellent in heat resistance and organic 
solvent-resistant property (in particular, stress 
opposing to the monomer used as a plastics 
raw material). 

Moreover, what is sufficient is just to 
determine suitably by the convenience on 
handling about the shape and the thickness of 
an adhesive tape 2. 


[0014] 

Moreover, the elastic body 3 used here is 
excellent in heat resistance and organic 
solvent-resistant property (in particular, stress 
opposing to the monomer used as a plastics 
raw material). 

And, it has the rubber like elasticity which is 
the level which can plug up completely the hole 
which the below-mentioned nozzle etc. opened? 

And, it is preferable to form with the material 
which does not contain the pigment with a 
possibility that it may transfer in the monomer 
used as a plastics raw material. 
However (1) The material which was usually 
excellent in a heat-resisting property and 
organic solvent-proof property is expensive. (2) 
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The monomer where the below-mentioned- 
nozzle etc. oozes out from the hole opened to 
the adhesive tape, and adheres to an elastic 
body 3 is very trace amount. (3) In order to 
prevent flow out of the monomer with which 
cavity A was filled in the inside, use an elastic 
body 3 (after-mentioned). It becomes 
unnecessary after a monomer hardens. What is 
sufficient is just to have the heat-resisting 
property of the grade which bears the heat 
environment in the polymerisation process of a 
monomer etc. 

In case of a choice of the material which 
forms an elastic body 3, a certain amount of 
compromise is allowed that it is heat-resistant 
and about organic solvent-proof property. 

When the diethylene glycol bis allyl carbonate 
of the plastic lens for spectacles made as a raw 
material the optimum is used from the above 
viewpoint, As material of an elastic body 3, it 
is the suitable stress with respect to a 
diethylene glycol bis allyl carbonate. About 100- 
degree C the elastomers (specifically silicone 
rubber, a nitrile rubber, a chloroprene rubber, 
polyurethane rubber, etc.), thermoplastic 
elastomer, etc. which have being heat-resistant 
and A20 to about 50 A Shore hardness are 
chosen. 


[0 0 15] 
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[0015] 

Moreover, the adhesive used in order to make 
an adhesive tape 2 adhere an elastic body 3 is 
a thing suitable for the material characteristics 
of an adhesive tape 2 and the elastic body 3. 

And, it is desirable that it is that which has 
after a hardening the similar property (for 
example, organic solvent-proof property, 
hardness, heat-resistant etc) as the material of 
the above-mentioned elastic body 3 (for 
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example, a silicon type adhesive agent, an 
acrylic type adhesive agent, rubber adhesive, 
etc.). 

Furthermore, it has organic solvent-resistant 
property and heat resistance equivalent to the 
adhesive of an adhesive tape 2. 

And, if it has sufficient adhesive strength 
which makes an elastic body 3 adhere, an 
adhesive can be used for this object. 


[0016] 

In forming a coat 4 instead of adhering an 
elastic body 3 to an adhesive tape 2 on the 
other hand, it has after a hardening the similar 
characteristics (for example, organic solvent- 
resistant property, hardness, heat-resistant etc) 
as the material of the above-mentioned elastic 
body 3. 

And, it is preferable to use the liquid resins 
with a comparatively small wettability (for 
example, a urethane type resin, an acrylic type 
resin, silicon type resin, etc.). 

[0017] 

An elastic body 3 is attached to the surface of 
an adhesive tape 2 (or a coat 4 is formed). 
After that, an elastic body 3 (or, coat 4) and the 
adhesive tape 2 are pierced with the nozzle 
which supplies a monomer. 

The end is inserted in the inside of cavity A. 
Similarly, an elastic body 3 (or, coat 4) and the 
adhesive tape 2 are pierced by the exhaust tube 
which discharges air inside cavity A in a 
monomer injection. 

The end is inserted in the inside of cavity A. 

In addition, the rubber like elasticity of an 
elastic body 3 (or, coat 4) cannot close. There 
needs to be such no excessive hole in an 
adhesive tape 2 in open. In this embodiment, 
the injection needle which has a respectively 
suitable aperture diameter as a nozzle and an 
exhaust tube is used. 


01/07/04 


13/19 


(C) DERWENT 


DERWENT 

JP10-146846-A 


THOMSON SCIENTIFIC 


[0 0 181 

c^«fc9, *^tf7V ACOF^gP 
[0 0 19] 

/Vctl^WcS:5l#e[<„ ^o 

[0 0 2 0] 

rtiSrffil 0 0°C^P 

8 0°C|ff^^#H^^«*Pi" 


[0018] 

If the above bulldozing is finalized, supply of a 
monomer to the inside of cavity A will be started 
from a nozzle. 

At this time, it follows on the supply of a 
monomer to the inside of cavity A from a nozzle. 
Air inside cavity A is discharge that it is natural 
and from an exhaust tube outside. 

However, when considering in particular to 
prevention of generation of appearance defects, 
such as an air bubble, it is more preferable to 
urge ejection of air from the inside of cavity A by 
reducing pressure the inside of an exhaust 
tube. 


[0019] 

And, if the filling up of the monomer inside 
cavity A is finalized, a nozzle and an exhaust 
tube will be drawn out from an elastic body 3 
(or, coat 4) and the adhesive tape 2. 

The two hole which the nozzle and the 
exhaust tube opened to the adhesive tape 2 is 
closed that it is natural and by the rubber like 
elasticity of an elastic body 3 (or, coat 4) in that 
case. 


[0020] 

After that, this is left about 15 hours from about 
10 hours in the heating furnace heated at about 
100 degree C. 

If a monomer hardens completely, it will take out 
from a heating furnace. 

It cools in the atmosphere before and behind 
80 degree C from about 50 degree C. 
And, an adhesive tape is peeled from the 
periphery of the mould of 2 sheets. 

Furthermore, the mould of 2 sheets is peeled 
from the surface of the plastic lens which is 
casting goods. 
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In addition, after washing usually, it reuses 
the mould of 2 sheets. 


[0021] 

If it keeps pulling a nozzle and an exhaust tube 
in this way according to this manufacturing 
method, the hole opened to the adhesive tape 
of a nozzle and an exhaust tube is naturally 
closed by the rubber like elasticity of the elastic 
body (or, coat 4) of the surface of an adhesive 
tape. Therefore, it can transfer quickly at the 
polymerisation process of a monomer, without 
applying time and effort to sealing up treatment 
of the hole of an adhesive tape, after completing 
the filling process of the monomer inside cavity 
A. 

Therefore, the increase in efficiency of the 
casting process of the part and plastics casting 
goods can be attained. 

Moreover, where the hole of an adhesive tape 
is opened wide, it does not operate. Therefore, 
there is almost no risk of a monomer flowing out 
of the inside of cavity A. 

Therefore, the frequency which the poor 
casting by the filling insufficiency of a plastic 
raw material occurred decreases. 

The plastic lens of the stable quality can be 
obtained. 

Moreover, in order to hardly contact, the risk 
of the foreign material (component of an elastic 
body) to the monomer inside cavity A mixing 
does not almost have the internal monomer and 
the internal elastic body of cavity A. 

Quality of a plastic lens is guaranteed also in 
this point. 

Moreover, (1) The material of an elastic body 
made to adhere to a tape can comparatively 
cheaply acquire to hand. (2) The tape itself 
should just use the similar tape as what was 
used conventionally. It is considered that a 
manufacturing cost can be reduced from the 
case where the tape of self- sealing 
performance demonstrated in the column of a 
PRIOR ART is used. 


01/07/04 


15/19 


(C) DERWENT 


DERWENT 

JP10-146846-A + 


THOMSON SCIENTIFIC 


2>o 


I0 0 2 2] 


[0022] 

As mentioned above, the example of application 
to the casting process of a plastic lens was 
given and explained. 

However, even when it applies this 
manufacturing method to the casting process of 
the other plastic casting goods (for example, 
plastic sheet for windows etc.) It is needless to 
say that a similar effect is attained. 
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[EFFECT OF THE INVENTION] 

According to the manufacturing method of the 
plastics casting goods based on this invention, 
the plastics casting goods of the stable quality 
can be moulded efficiently. 


[BRIEF EXPLANATION OF DRAWINGS] 
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[FIGURE 1] 

It is the figure having shown an example of the 
bulldozing in the casting processing of the 
spectacles plastic lens by the manufacturing 
method of the plastics casting goods based on 
the embodiment of this invention. 
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[FIGURE 2] 

It is the figure having shown an example of the 
bulldozing in the casting processing of the 
spectacles plastic lens by the manufacturing 
method of the plastics casting goods based on 
the embodiment of this invention. 


[EXPLANATION OF DRAWING] 
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4... Coat which has a rubber like elasticity 
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